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(54) Device and process for gluing disc lialves for manufacturing data-storage optical discs 



(57) The described device comprises a main sup- 
port (2) on which a first disc haK (3) is arranged, in an 
elastic-deformation condition according to which the 
disc half takes an Inverted-cone confonriation. A sec- 
ond disc half (14), optionally resiliently defbrmed to a 
conical configuration, is an'anged under an auxiliary 
support (1 1) axially opposed to the main support (2). An 
adhesive dispenser (21) delivers glue for distributing it 
along the outer circumferential edge (3b) of the first disc 
half (3), following a rotation imparted to dispenser (21) 
or disc half (3b) about the respective axis. The dis- 
pensed adhesive runs down by gravity along the surface 
(3a) of the disc half (3). evenly spreading thereon. The 
second disc half (14) Is then lowered onto the first disc 
half (3) to achieve mutual pairing. 
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Description 

The present invention relates to a device for gluing 
disc halves together, for manufacturing data-storage 
optical discs, said device being of the type comprising: 
a main support arranged to receive a first disc half ther- 
eon, which has a surface intended for gluing turned 
upwardly in an opposite direction to the main support; 
an auxiliary support movable relative to the main sup- 
port between a standby position in which it is moved 
away from the main support to receive a second disc 
half in engagement and a work position at which it oper- 
ates on said main support to pair the second disc half 
with the first disc half, adhesive-dispensing means for 
distributing an adhesive or glue between the first and 
second disc halves. 

The invention also relates to a new process for glu- 
ing disc halves together put into practice by the device 
in reference. 

It is known that data-storage optical discs, of the 
type commercially available under the abbreviation 
"DVD" ("Digital Video Disc'^ consist, as regards their 
structure, of two disc halves each of a 0.6 mm thick- 
ness, glued together. 

Presently there are different types of "DVD** and, 
depending on their storage capacity, they are differenti- 
ated by abbreviations "DVDS". "DVD9". "DVD10". 
"DVDS" consists of a first disc half on whk;h data read by 
an appropriate laser head are recorded and of a second 
stiffening disc half. 

Unlike the preceding one. "DVD10" is made starting 
from two disc halves both containing data. Data in this 
second optical disc are read by two heads, one located 
close to one disc face, tiie other located at the opposite 
face. 

"DVD9" too is made starting from two data-contain- 
ing disc halves but. unlike the preceding one, data read- 
ing takes place by means of two laser heads placed at 
one and the same surface of the optical disc. 

Nowadays there are different processes used for 
carrying out gluing in order to make finished discs. 
According to one of this, an adhesive is spread over the 
surfaces of the two disc halves to be brought into con- 
tact with each other by means of rollers. 

In more detail, the disc halves are caused to pass 
under the rollers on which an adhesive has been previ- 
ously distributed so that an even amount of same will be 
spread over the whole surface to be glued. 

Subsequentiy. the two disc halves thus obtained 
are removed and their glue-wet surfaces are brought 
into mutual contact so as to obtain a single disc. This 
disc is then sent to a press where evenness of the 
spread glue is improved and an efficient gluing is 
ensured. 

The disc is aftenwards brought to a drying station, 
generally operating by means of an UV-ray lamp, for 
drying the glue. 

It is to point out that accomplishment of the process 



herein briefly described is rather complicated when it is 
incorporated in an automatic production cycle. Actually, 
if tiie two disc halves are wished to be simultaneously 
ready for being joined together, i.e. with glue spread 

5 tiiereon at tiie same instant, two stations provided witii 
rollers are required. From an economical point of view 
this involves an increase in costs for purchase and 
maintenance of two identical stations and, from ttie 
point of view of the device bulkiness, an important 

10 increase in the required spaces for housing the device is 
needed. On the other hand, the use of a single inlet sta- 
tion for the rollers doubles time for the gluing step. 

In order to overcome the above drawt)acks in ttie 
automatic production cycle, a different gluing process is 

15 also known, in which the two disc halves are moved 
dose upon each otiier and engaged by suction cups or 
similar means tiiat carry out elastic deformation of same 
keeping ttieir central areas in mutual contact and their 
outer peripheral edges mutually separated from each 

20 otiier. While ttie disc halves are so arranged, a nozzle 
being part of a glue^jispensing device is inserted In the 
gap created between ttiem. 

During this step the device causes rotation of the 
two disc halves making them perform at least one com- 

25 plete turn during which glue Is released at the central 
areas of ttie disc halves. 

The nozzle is then drawn out and the two disc 
halves are released by ttie suction cups or like means, 
so that ttie disc halves resume a flat conformation giving 

30 rise to glue distribution by capillarity over the whole sur- 
face of mutual contact. Optionally it is possible to rotate 
ttie two paired disc halves so ttiat the centrifugal force 
may enable a complete glue spreading. 

While this type of technique overcomes some of the 

35 inconveniences of ttie preceding technique, it has some 
drawbacks too. 

Above all, in can-ying out gluing by this process, the 
fact that a certain amount of ttie distrikxited glue may 
escape from tiie outer peripheral edges of ttie two disc 

40 halves aeates some problems. 

As a first consequence of the above, introduction of 
a furttier work station into the optical-disc production 
cycle becomes necessary in order to eliminate ttie dried 
glue present outwardly of tiie whole perimetric edge of 

45 ttie finished disc, for example by a grinding operation. 
A furttier drawback is due to the fact ttiat ttie 
amount of glue interposed between tiie two disc halves 
has an uncheckable voluma 

For a con'ect gluing, the use of a glue amount cor- 

50 responding to about O.S ml is provided, so as to obtain 
a nominal thickness of about SO microns. It is obvious 
ttiat, if part of the glue escapes from ttie discs, achieve- 
ment of a precise glue amount and ttilckness when such 
small values are concerned becomes practically impos- 

55 sible. 

The main object of the present invention is substan- 
tially to solve ttie problems of the known art. 

The foregoing and furttier objects that will become 
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more apparent in the course of the following description 
are substantially achieved by a device for gluing disc 
halves being processed for the manufecture of data- 
storage optical discs, characterized in that it further 
comprises elastiC'deformation means associated with 
the main support and operating on the first disc half to 
dispose it in a deformed condition in which said first disc 
half has its outer circumferential edge raised relative to 
its central portion, said adhesive-dispensing means dis- 
tributing glue at least close to the outer circumferential 
edge of said first disc half in its deformed condition, let- 
ting the glue run down by gravity along the surface 
intended for gluing. 

In accordance with the present invention, said 
device puts into practice a process for gluing disc halves 
together in the manufacture of data-storage optical 
discs comprising the following steps: arranging a first 
disc half so that one of its surfaces intended for gluing is 
turned upwardly; resiliently deforming the first disc half 
while keeping it with its outer circumferential edge 
raised relative to a central portion thereof; spreading an 
adhesive at least on the outer circumferential edge of 
the first disc half, letting the adhesive run down by grav- 
ity along the surface intended for gluing; pairing the first 
disc half with a second disc half bringing one face of the 
second disc half into contact with the surface intended 
for gluing of the first disc half. 

Further features and advantages will best be under- 
stood from the detailed description of a preferred 
embodiment of a device for gluing disc halves, for man- 
ufacturing data-storage optical discs in accordance with 
the present invention. This description is taken hereinaf- 
ter with reference to the accompanying drawings, given 
by way of non-limiting example, in which: 

- Fig. 1 is an elevational view partly in section of a 
device in accordance with the invention; 

Fig. 2 is an alternative embodiment of the device 
shown in Fig. 1 ; 

- Fig. 3 is a further embodiment of the device in Fig. 
1; 

Fig. 4 diagrammatically shows the structure and 
operating principle of an optical disc of the "DVDS" 
type; 

- Fig. 5 diagrammatically shows the structure and 
operating principle of an optical disc of the "DVDIO" 
type; 

- Fig. 6 diagrammatically shows the structure and 
operating principle of an optical disc of the "DVD9*' 
type. 

With reference to the drawings, a device for gluing 
disc halves, for manufacturing data-storage optical 
discs in accordance with tiie present invention has been 
generally identified by reference numeral 1. 

For the sake of clarity, rt is pointed out that Figs. 4, 
5 and 6 show three different typologies of a "DVD" disc 
that can be obtained by the process of the device in 



question. 

In more detail, shown in Fig. 4 is an optical disc D of 
ttie "DVDS" type, comprising a first disc half 3 carrying 
the recorded data and a second disc half 14 applied to 

5 ttie first disc half 3 for protection of tiie recorded data. 
Said recorded data can be read by a laser head, repre- 
sented by way of example by an'ow F and operating on 
tiie side of the first disc half 3. 

Shown in Fig. 5 is an optical disc of the "DVD10" 

10 type, essentially consisting of two disc halves 3,14 botii 
carrying recorded data. The recorded data on either 
disc half 3. 14 can be read by respective playback 
heads F and F1 disposed on opposite skies respec- 
tively relative to disc D. 

IS Shown in Rg. 6 is an optical disc of the "DVD9" 
type, also consisting of two disc halves 3, 14 both can-y- 
ing recorded data. The recorded data can be read by 
two respective playback heads F. F1 both disposed on 
tiie same side of disc D, as diagrammatically shown in 

20 Rg. 6. 

The device 1 comprises a main support 2 anranged 
to receive and bear thereon a first disc half 3 which has 
a surface intended for gluing 3a turned upwardly, in the 
opposite direction to the main support 2. 

25 Operating in the main support is elastic-deforma- 
tion means 4 the task of which is to dispose tiie first disc 
half 3 al a resillentiy deformed condition in which the 
first disc half has an outer circumferential edge 3b 
thereof raised relative to its central portion 3c, as clearly 

30 shown in tiie accompanying figures. 

To this end. tiie elastic-deformation means 4 may 
comprise a rest portion 5 formed on a side wall 6 of the 
main support 2 and such shaped as to act on the outer 
circumferential edge 3b of the first disc half 3. interact- 

35 ing with holding means 7, 8. 9 operating on tiie first disc 
half to lower tiie central position 3c thereof so as to 
bring it to tiie deformed condition starting from a rest 
condition in which it Is substantially planar. 

The holding means 7, 8, 9 can optionally be of a 

40 mechanical type but. in a preferential solution, it essen- 
tially comprises one or more suction ducts 7 connected 
to a vacuum pump (not shown as known) and opening, 
ttirough the main support 2, into a vacuum chamber 8 
defined between the main support and a lower surface 

45 3d of the first disc half 3 the perimetric edge 3b of which 
is located on the rest portion 5. The sucking action pro- 
duced by the suction ducts 7 and the consequent vac- 
uum aeated in chamber 8 causes elastic deformation of 
tiie first disc half 3 that will substantially take the form of 

so an inverted cone. 

Alternatively, tiie elastic deformation of tiie first disc 
half 3 from the rest condition to the resilientiy deformed 
condition can be achieved by an axial thrust action car- 
ried out on sakJ disc half, through a handling device not 

55 shown as fe^ible in a manner known per se and 
intended for automatic loading of the disc half 3 onto tiie 
main support 2. During this loading step, a correct 
centering of tiie first disc half 3 may be promoted by 
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arranging, at the end of the side wait 6 and next to the 
rest portion 5. at least one perimetric centering projec- 
tion 6a the shape of which matches that of the disc half 
itself. 

One or more suction cups 9 associated at their 
ends with the suction ducts 7 operate close to the lower 
surface 3d of the first disc half 3 to conveniently hold it 
to the deformed comfition. 

It is also provided that, on reaching of the elastic- 
deformation condition, the first disc half 3 should have 
its central portion 3c in contact with one or more inner 
rest elements that can be embodied by said suction 
cups 9, for exampla In additipn to;, or in place of the suc- 
tion, cups 9, the Inner rest elements may comprise 
mechanical abutment shoulders, for instance fonned on 
a base wall 2a or a central hub 10 carried by the main 
support 2 for fitting of a central hole usually provided in 
the first disc half 3. 

The device 1 further comprises an auxiliary support 
1 1 preferably mounted on a guide structure 12 integral 
with the main support 2. at an opposite position relative 
to said main support. Upon the action of a fluid-oper- 
ated actuator 13 or equivalent means, the auxiliary sup- 
port 11 is movable relative to the main support 2 
between a standby position, in which it is moved away 
from the main support, as shown by solid line, to receive 
a second disc half 14 in engagement, and a work posi- 
tion in which, as shown by chain line in Rg. 1 , it acts on 
the main support 2 to pair the second disc half 14 with 
the first disc half 3, as better clarified in the following. In 
the work position, the auxiliary support 11 is advanta- 
geously in engagement with the perimetric projection 6a 
of the main support s, so as to ensure a perfect center- 
ing of the second disc half 1 4 relative to the first disc half 
3. 

Positioning of the second disc half 14 under the 
auxiliary support 1 1 can be carried out for example by a 
mechanical handling de\^ice known per se and therefore 
not further described or shown. In order to pronfK)te 
centering of the second disc half 1 4 during engagement 
with the auxiliary support 1 1, use of an outer jactet 15 
is provided which is rigidly fixed relative to the guide 
structure 12. 

When the auxiliary support 11 is at the standby 
position, the outer jacket 15 sun^ounds it slightly project- 
ing from a lower edge thereof, so as to define at least 
one auxiliary projection 15a the shape of which 
matches that of the second disc half 14 and which is 
substantially similar to the perimetric projection 6a 
defined by tfie side wall 6 of the main support 2. 

When the auxiliary support 1 1 is moved away from 
the standby position, it is released from the outer jacket 
15 so that, on reaching of the work position, the auxil- 
iary support 1 1 can be axially fitted in the perimetric pro- 
jection 6a of the main support 2 thereby bringing the 
outer circumferential edge 14a of the second disc half 
14 in abutment on the outer circumferential edge 3b of 
the first disc half 3. 



Also associated with the auxiliary support 11 is 
auxiliary holding means 1 6 the task of which Is substan- 
tially that of holding the second disc half 14, once the 
latter has been released under the auxiliary support by 
5 the above mentioned mechanical handling device. 

The auxiliary holding means 16 may be of the 
mechanical type or, as provided in the described 
embodiment, may involve the use of one or more auxil- 
iary suction cups 1 6a to be actuated through respective 
10 suction ducts 17 connected with a suction pump not 
shown as known. 

In the embodiment in Fig. 3 the auxiliary suction 
cups 16a hold the second disc half 14, keeping it in a 
rest condition, that is in a substantially planar configure- 
rs tion. its circumferential edge 14a abutting against an 
auxiliary rest portion 18 provkied on the auxiliary sup- 
portll. 

In the embodiments shown in Figs. 1 and 2, the 
auxiliary suction cups 16a, on the contrary, take a 

20 slightly raised position relative to the lying plane of the 
auxiliary rest portion 18, so that, together with sad rest 
portfon 18. they constitute auxiliary deformation means 
similar in structure and operation to tiie elastic-deforma- 
tion means desaibed with reference to the main sup- 

25 port 2. Actually, in the embodiments in Figs. 1 and 2 the 
suction ducts 17 open, through the respective auxiliary 
suction cups 16a, into an auxiliary vacuum chamber 19 
defined between tiie auxiliary support 1 1 and an upper 
surface 14b of the second disc half 14. 

30 The vacuum produced in tiie auxiliary chamber 19 
causes deformation of the second disc half 14 from tiie 
rest condition to a respective elastic-deformation condi- 
tion, in which the second disc half takes a substantially 
conical configuration, one central portion thereof being 

35 raised relative to its outer circumferential edge 14a. On 
reaching of the resiliently deformed condition, the cen- 
tral portion 14c of the second disc half 1 4 is brought into 
abutment relation with one or more auxiliary inner rest 
elements that may, for example, consist of tiie same 

40 auxiliary suction cups 16a. In any case, the auxiliary 
suction cups 16a also perform tiie function of hoMing 
the second disc half 14 in the resilientiy deformed con- 
dition. 

The device 1 also comprises adhesive-dispensing 
45 means generally denoted by 20. adapted to distribute 
an adhesive or glue between the first and second disc 
halves 3. 14 so as to enable stable pairing of same. 

In accordance with a first preferential solution, 
shown in Fig. 1, the dispensing means 20 essentially 
50 comprises a delivery nozzle 21 operating at the central 
portion of the first disc half 3. in the direction of the per- 
imetric edge 3b of tiie latter. Actuating means 21a, con- 
sisting of an electric motor for example, drives nozzle 21 
in rotation about the first disc half 3 axis, as shown by 
55 arrow A. to evenly spread the adhesive along tiie outer 
circumferential edge 3b of the first disc half. 

In particular, nozzle 21 preferably operates through 
a through opening 22 concentrically formed through the 
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base wall 2a of the main support 2. However, the deliv- 
ery nozzle 21 and respective actuating means 21a may 
be in engagement with the auxiliary support 1 1 as well, 
in the same manner as above desaibed. 

In a second preferential embodiment, said electric 
motor or equivalent actuating means 21a (not shown) 
can drive the main support 2 in rotation about its own 
axis, coincident with the geometric axis of the first disc 
half 3, as shown by arrow A1 in Figs. 2 and 3. The deliv- 
ery nozzle 21 is movable, as shown by an^ow B, 
between a rest position, in which tt is nxsved away from 
the main support 2 and the first disc half 3, beyond the 
radial overall dimensions of same, and an operating 
position in which it operates close to the outer drcunv 
f erential edge 3b of the first disc half 3 to evenly distrib- 
ute the adhesive while the support 2. and as a result the 
disc half, are being driven in rotation. 

For an even distribution of the adhesive, at least 
one complete turn of the first disc half 3 is required. As 
shown by arrow C in Figs. 2 and 3. nozzle 21 can be 
given a movement in a vertical direction to cause the 
end of said nozzle to be brought dose to the perimetric 
edge 3b stepping over the perimetric projection 6a with- 
out interfering therewith. 

In both solutions for accomplishment of the means 
20, the dispensed adhesive delivered along the drcunrh 
ferential edge 3b of the first disc half 3 preferably has a 
low viscosity, comparable to that of water. Conse- 
quently, due to the inverted-cone configuration taken by 
the first disc half 3 disposed in the resilientiy deformed 
condition, the adhesive distributed in a given amount 
along the outer circumferential edge 3b is prone to glide 
by gravity, thereby being evenly distributed over the 
whole surface 3a Intended for gluing. If required, in the 
solution shown in Figs. 2 and 3, the delivery nozzle 21 
can be actuated above the first disc half 3 even in the 
direction of the geometric axis of the latter, to facilitate 
an even glue spreading. 

The operating cycle of the device in reference is 
now described in connection with each of the embodi- 
ments shown in Figs. 1, 2 and 3. respectively 

With reference to Rg. 1 . the first disc 3 is ananged 
on the main support 2 in such a manner that its suriace 
intended for gluing 3a is turned upwardly The suction 
action produced in the vacuum chamber 8 causes the 
elastic deformation of the first disc half 3 from the rest 
condition corresponding to a substantially planar config- 
uration, to the resilientiy defbrmed condition, in which 
the central portion 3c of Uie disc half is engaged by the 
suction cups 9. 

Concurrently with arrangement of the first disc half 
3 on the main support 2. also engagement of the sec- 
ond disc half 1 4 under the auxiliary support 1 1 is carried 
out. 

By effect of the vacuum produced in the auxiliary 
vacuum chamber 1 9. the second disc half 1 4 is brought 
to the respective elastic-deformation condition in which 
it takes a 8ut)stantially conical configuration, in mirror 



image relationship witii the first disc half 3. 

The auxiliary support 1 1 is lowered onto the main 
support 2 so that the outer circumferential edge 14a of 
the second disc half 14 is brought into contact with the 

5 outer circumferential edge 3b of the first disc half 3. as 
shown in chain line in Fig. 1. 

At this point the delivery nozzle 21 Is operated and 
it delivers glue at least at the outer drcumferential edge 
3b of the first disc half 3. Simultaneously with glue deliv- 

10 ery, nozzle 21 is set in rotation by the actuating means 
21a so that the glue is distributed along the whole 
extension of the circumferential edge of tiie disc half 3. 
Since the drcumferential edge 3b of the first disc half 3 
is in contact with the drcumferential edge 14a of the 

IS second disc half 1 4. any risks of glue escaping from the 
perimetric edges of the disc halves is advantageously 
eliminated. As previously described, the delivered glue 
on the periphery of the disc half 3 immediately runs 
down by gravity towards the central portion 3a of tiie 

20 disc half itself, and evenly spreads over tiie whole sur- 
face to be glued 3a. 

At tills point, the first and second disc halves 3. 14 
are released simultaneously or after eadi other from the 
elastic-deformation condition by deactivation of tiie 

25 sucking effect produced through the respective suction 
ducts 7, 17. 

Then the cGsc halves 3. 14 resilientiy resume their 
respective rest conditions and consequentty pair witii 
each other, since tiie lower surface 14d of the second 

30 disc half 14 comes into contact with the gluing surface 
3a of tiie first disc half 3 which is coated with glue. 

The optical disc thus obtained can be removed from 
tiie device 1 after moving the auxiliary support 1 1 away 
from the main support 2. 

35 Referring to Fig. 2, ttie operating cyde of the 
embodiment therein shown involves engagement of tiie 
first and second disc halves 3, 14 on the main support 2 
and auxiliary support 1 1 respectively, in tiie same man- 
ner as above described witii reference to Fig. 1 . Before 

40 tiie perimetric edges 3b. 1 4a of the disc halves 3. 1 4 are 
brought into mutual contact fbllowing movement of the 
auxiliary support 11 close to tiie main support 2, tiie 
step involving spreading of glue on the first disc half 3 is 
carried out. To tills end. tiie delivery nozzle 21 is put to 

45 tiie operating position, close to the outer circumferential 
edge 3b of tiie first disc half 3. The main support 2 is 
then set in rotation in the direction of arrow A1 together 
with tiie first disc half 3, while the delivery nozzle 21 is 
delivering glue which is therefore spread on tiie whole 

50 extension of the outer drcumferential edge 3b of said 
disc half. Nozzle 21 is then moved from tiie operating 
position to the rest position, to enable the second disc 
half 14 to move close to tiie first disc half 3. 

Once the two disc halves 3, 14 have come into 

55 mutual contact relationship at the respective perimetric 
edges, they are released from the elastic-deformation 
condition to be definitively paired togettier in the same 
manner as descrit)ed with reference to Fig. 1 . 
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With reference to Fig. 3, arrangement of the first 
disc half 3 on the main support 2 and elastic deforma- 
tion thereof ta)<e place in the same manner as previ- 
ously described. The second disc half 14 is put on the 
auxiliary support 1 1 and held thereon by the holding 
means 16 leaping a planar conf '^uration. 

Upon the action of the dispensing means 20, glue 
spreading takes place on the first disc half 3 in the same 
manner as described with reference to Fig. 2, 

When glue delivered to the outer circumferential 
edge 3b has been evenly distributed on the gluing sur- 
face 3a, the disc half 3 is released from the deformed 
condition to a rest condition, taking a planar configura- 
tion again, and after displacement of the delivery nozzle 
21 to the rest position, the auxiliary support 1 1 is low- 
ered onto the main support 2. As a result, the disc 
halves 3, 14, both disposed in a rest condition and hav- 
ing therefore a planar configuration, pair with each other 
by direct mutual contact of the whole surface extension 
of their opposite surfaces 3a, 14d. 

The operating cycle relative to the proposed solu- 
tions terminates with an optional pressing of the two 
disc halves 3. 1 4 followed by a drying step applied to the 
glue interposed between tiie two disc halves. 

The present invention achieves the intended pur- 
poses. 

Actually, the device in question appears to be capa- 
ble of can'ying out pairing of the disc halves in an opti- 
mal manner, by ensuring an even glue distrbution on 
the surfaces of mutual contact and eliminating any risks 
of glue escape from the outer perimetric edge of the 
obtained disc. Thus, any additional cleaning and/or 
grinding operation is no longer required for eliminating 
the excess glue from tiie outer perimetric edges of the 
discs. 

It is also to point out that the device in question is 
very simple in terms of accomplishment and operation, 
to advantage of the manufacturing and sen^icing costs 
of same. 

Due to its conrpact structure, the device in question 
can be easily installed on usual machines for automatic 
production of optical discs. 

In addition, tiie great flexibility of use of the device 
in question is to be emphasized, as it can be effectively 
employed for making different typologies of optical discs 
of tiie type currentiy called "DVD". 

Claims 

1 . A device for gluing disc halves togetiier in tiie man- 
ufacture of data-storage optical discs, comprising: 

- a main support (2) anranged to receive a first 
disc half (3) thereon, which has a surface 
intended for gluing (3a) turned upwardly in an 
opposite direction to the main support (2); 

- an auxiliary support (11) movable relative to 
tiie main support (2) between a standby poei- 



tk)n in which it is moved away from the main 
support (2) to receive a second disc half (1 4) in 
engagement, and a work position at which it 
operates on said main support (2) to pair the 
5 second disc half (1 4) with tiie first disc half (3), 

- adhesive-dispensing means (20) for distnlxit- 
ing an adhesive or glue between tiie first and 
second disc halves, 

characterized in that it further comprises: 
10 ' elastic-deformation means (4) associated witii 
the main support (2) and operating on the first 
disc half (3) to dispose it in a deformed condi- 
tion in which said first disc half (3) has its outer 
circumferential edge (3b) raised relative to its 
15 central portion (3c), sakl adhesive-dispensing 

means (20) distributing glue at least close to 
the outer circumferential edge(3b) of said first 
disc half (3) in Its deformed condition, letting 
the glue run down by gravity along the surface 
20 intended for gluing (3a). 

2. A gluing device according to claim 1 , characterized 
in tiiat the elastic-deformation means (4) comprises 
a rest portion (5) located on a side wall (6) of the 

25 main support (2) and acting at the outer circumfer- 
ential edge (3b) of tiie first disc half (3), and hoteling 
means (5, 7. 8, 9) operating on said first disc half (3) 
to bring the latter to said deformed condition start- 
ing from a rest condition in which it is substantially 

30 planar. 

3. A gluing device according to claim 2. characterized 
in that said hoMing means (5, 7, 8, 9) comprises at 
least one suction duct (7) opening into a vacuum 

3$ chamber (8) defined between tiie main support (2) 
and a lower surface (3d) of the first disc half (3) tiie 
perimetric edge (3b) of which is disposed on sakJ 
rest portion (5). 

40 4. A gluing device according to claim 2, characterized 
in that the holding means (5, 7, 8, 9) comprises a 
given number of suction cups (9) operating at a 
bwer surface (3d) of the first disc half (3) to hold it 
in the deformed condition. 

45 

5. A gluing device according to claim 2, characterized 
in that tiie holding means (5, 7, 8, 9) furtiier com- 
prises at least one inner rest element (9) on which 
ttie central portion (3c) of the first disc half (3) leans 

so when the latter is in tiie deformed condition. 

6. A gluing device according to claim 1 , characterized 
in that the dispensing means (20) comprises: 

55 - a delivery nozzle (21) placed close to the cen- 
tral portion (3c) of the first disc half (3) to deliver 
the adhesive or glue to the outer edge (3b) of 
sakJ first disc half (3); 
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- actuating means (21a) to drive said nozzle (21) 
in rotation about the axis of said first disc half 
(3) to distribute glue on the outer circumferen- 
tial edge (3b) of said first disc half (3). 

5 

7. A gluing device according to claim 1 , characterized 
in that the dispensing means (20) comprises: 

actuating means (21a) operating on the main 
support (2) to drive in rotation the first disc half io 
(3) about its own axis; 

- a delivery nozzle (21) movable between a rest 
position spaced away from the main support 
(2) and an operating position in which it oper- 
ates dose to the outer circunrferentiat edge is 
(3b) of the first disc half (3) to distribute glue 
during a full turn of said first disc half (3). 

8. A gluing device according to daim 1 . characterized 

In that auxiliary holding means (16) Is mounted on 20 
the auxiliary support (11) to hold the second disc 
half (14) in engagement under the auxiliary support 
itself. 

9. A gluing device according to daim 8, characterized 25 
in that the auxiliary holding means (16) comprises a 
given number of suction cups (1 6a) operating on an 
upper suriace (14b) of the second disc half (14). 

1 0. A gluing device according to claim 9. characterized so 
in that the auxiliary holding means (1 6) further com- 
prises at least one auxiliary rest portion (18) 
located on the auxiliary support (1 1) and acting in 
abutment relationship on the outer circumferential 
edge (1 4a) of the second disc half (1 4). ss 

11 . A gluing device according to daim 8, characterized 
in that it further comprises auxiliary holding means 
(17, 18. 19, 16a) operating on the second disc half 
(14) to bring It from a rest condition, in which said 40 
second disc half (14) is substantially planar, to a 
deformed condition in which the second disc half 
(14) has a central portion (14c) thereof disposed at 

a raised position relative to a perimetric edge (1 4a). 

45 

12. A gluing device according to claim 11, character- 
ized in that said auxiliary holding means (16) conrb 
prises at least one auxiliary suction duct (17) 
opening into an auxiliary suction chamber (19) 
defined between said auxiliary support (1 1) and an so 
upper suriace (14b) of the second disc half (14), an 
outer circumferential edge (14a) of which is placed 
against an auxiliary rest portion (18) fbrmed in the 
auxiliary support (11). 

55 

13. A gluing device according to claim 11. character- 
ized in that the auxiliary holding means (16) further 
comprises an auxiliary inner rest element (16a) on 



which the central portion (14c) of the second disc 
half (14) leans when the latter is in the deformed 
condition. 

14. A gluing device according to claim 1 . characterized 
in that it further comprises a fixed outer jacket (15) 
surrounding the auxiliary support (11) in the 
standby position to define at least one projection 
(15a) the shape of which matches that of the sec- 
ond disc half (1 4). to promote placement of same to 
a centered position relative to the auxiliary support. 

15. A gluing device according to claim 1. characterized 
in that the main support (2) has at least one peri- 
metric projection (6) the shape of which matches 
that of the first disc half (3) to promote placement of 
same to a centered position on the main support 
Itself. 

16. A gluing device according to claim 1 , characterized 
in that the auxiliary support (1 1) is located over the 
main support (2) and is movable in a vertical direc- 
tion to bring the outer circumferential edge (14a) of 
the second disc half (14) in abutment, in the work 
position, against tiie outer circumferential edge (3b) 
of the first disc half (3). 

17. A process for gluing disc halves together in the 
manufacture of data-storage optical discs compris- 
ing the folkiwing steps: 

arranging a first disc half (3) so that one of its 
surfaces intended for gluing (3a) is turned 
upwardly; 

• resiliently deforming the first disc half (3) bring- 
ing an outer circumferential edge thereof to a 
raised position relative to a central portion (3c) 
of the disc half itself; 

- spreading an adhesive at least on the outer cir- 
cumferential edge (3b) of tiie first disc half (3). 
letting the adhesive run down by gravity along 
the surface intended for gluing; 

pairing tiie first disc half (3) with a second disc 
half (14) bringing one lower face (14d) of ttie 
second disc half (14) into contact with the sur- 
face intended for gluing (3a) of tiie first disc half 
(3). 

18. A gluing process according to claim 17. in which, 
before spreading of an adhesive, the following 
steps are carried out: 

- resiliently deforming the second disc half (14) 
bringing one central portion (14c) thereof to a 
raised position relative to an outer drcumferen- 
tial edge (14a) of the second disc half itself; 

• bringing tiie outer drcumferential edge (1 4a) of 
the second disc half (14) into contact with tiie 
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outer circumferential edge (3b) of the first disc 
half (3): said pairing step toeing carried out by 
releasing from the defonned condition the first 
disc half (3) and second disc half (14). so that 
said disc halves (3,14) take a planar conf igura- 5 
tion getting into mutual contact over the whole 
extension of said gluing surface (3a) and said 
lower surface (14d). 

19. A gluing process according to claim 18, character- to 
ized in that glue spreading takes place after the 
outer circumferential edges (3b), (14a) of the disc 
halves (3), (14) have been brought into mutual con- 
tact relationship, said spreading being canied into 
effect by glue delivery from a nozzle (21) located at is 
a central position relative to the disc halves (3), (14) 
and driven in rotation about the axis of the latter. 

20. A gluing process according to claim 17, in which 
glue spreading comprises the fbllowing steps: so 

positioning a delivery nozzle (21) to an operat- 
ing position dose to the outer circumferential 
edge (3b) of the first disc half (3); 
causing said first disc half (3) to carry out a full 2S 
turn while glue is being delivered from nozzle 
(21) so as to spread the glue along said outer 
circumferential edge (3b); 
- moving the delivery nozzle (21) from the oper- 
ating position to a rest position in which it is lat- so 
erally spaced apart from the first disc half (3). 

21. A gluing process according to claim 20. character- 
ized In that, before the step of pairing the two disc 
halves (3), (14) together, the first disc half (3) is ss 
released from the resiliently deformed condition to 
take a substantially planar configuration, said sec- 
ond disc half (14) being held in a substantially pla- 
nar configuration during the pairing step. 
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